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(57) ABSTRACT

A method for producing a vehicle seat fitting involves a
sliding bearing bushing (28) being pressed in the axial direc-
tion into a receptacle in a first fitting part (11). The pressed-in
sliding bearing bushing (28) has a radially protruding secur-
ing region (285). The securing region (285) is formed before
or after the pressing-in operation.
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1
METHOD FOR PRODUCING A VEHICLE
SEAT FITTING

CROSS REFERENCE TO RELATED
APPLICATION

This application is a United States National Phase applica-
tion of International Application International Application
PCT/EP2010/007375 of Dec. 4, 2010 which designated inter
alia the United States and which claims the priority of Ger-
man Application DE 102010013 091.5 of Mar. 22,2010. The
entire contents of each application is hereby incorporated by
reference in its entirety.

FIELD OF THE INVENTION

The invention relates to a method for producing a vehicle
seat fitting in which a sliding bearing bushing is pressed in the
axial direction into a receptacle of a first fitting part.

BACKGROUND OF THE INVENTION

In DE 44 11 214 C2 it is disclosed how the sliding bearing
bushing is inserted into the receptacle of the first fitting part.
To this end, in a first step the first fitting part is fastened in a
holder of a tool and the sliding bearing bushing is positioned
on a mandrel of the tool. In a second step, the sliding bearing
bushing is pressed into the receptacle of the first fitting part by
a relative movement of the mandrel and the holder. The exter-
nal dimension of the sliding bearing bushing is selected in the
context of an interference fit to be slightly larger than the
internal dimension of the receptacle of the first fitting part, so
that material which collects on the trailing end of the sliding
bearing bushing—relative to the movement of the mandrel—
is displaced and serves as axial securing.

SUMMARY OF THE INVENTION

An object of the invention is to improve a method of the
type mentioned in the introduction.

According to the invention, a method is provided for pro-
ducing a vehicle seat fitting. The method comprises the steps
of pressing a sliding bearing bushing in an axial direction into
a receptacle of a first fitting part, wherein the pressed-in
sliding bearing bushing comprises a radially protruding
securing region. The securing region is formed before or after
the pressing-in step.

According to another aspect of the invention, a fitting is
provided comprising a first fitting part and a second fitting
part, the fitting being connected to a seat part of a vehicle seat
by one of the first fitting part and the second fitting part and
being connected to a backrest of the vehicle seat by the other
of'the one of the first fitting part and the second fitting part. A
sliding bearing bushing is pressed in an axial direction into a
receptacle of the first fitting part to provide a pressed-in
sliding bearing bushing. The pressed-in sliding bearing bush-
ing comprises a radially protruding securing region the secur-
ing region is formed before or after the pressing-in to provide
the pressed-in sliding bearing bushing.

The formation of a securing region of the sliding bearing
bushing, which acts as axial securing against displacement of
the sliding bearing bushing in the axial direction (away from
the second fitting part), wherein the securing region is formed
before or after the pressing-in operation, has the advantage
that such an axial securing does not have to be achieved by the
pressing-in operation, i.e. it becomes more independent of
tolerances. The radial overlap of the slightly larger sliding
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bearing bushing and the slightly smaller receptacle of the first
fitting part is able to be kept small. This reduces the expen-
diture of force during the pressing-in operation.

The formation of the gear ring on the first fitting part
receiving the eccentric and the formation of the gearwheel on
the second fitting part supporting the eccentric saves on mate-
rial and constructional space, by the gearwheel being able to
be configured on the radial external edge of the second fitting
part (which then preferably encompasses a clamping ring
fastened to the first fitting part) whilst sufficiently large con-
necting regions are available on the second fitting part for
mounting the fitting. The gearwheel on the radial external
edge of'the second fitting part is then preferably encompassed
by a clamping ring fastened to the first fitting part. The sub-
stantially planar form of the clamping ring requires less mate-
rial relative to the known configuration which is profiled in an
L-shaped manner, which leads to a saving of weight and costs.

The design of the toothed portion—separately relative to
the gear ring—on the first fitting part receiving the eccentric,
allows the concept to be adopted of locking the eccentric in
the non-driven state of the fitting, as is disclosed in DE 195 48
809 C1. Without the locking element disclosed therein, it
could lead to movements of the wedge segments by rattling
and knocking under dynamic operating conditions, i.e. during
travel, which in turn could lead to a relative movement of the
fitting parts, so-called “spooling”. The locking element pre-
vents spooling, on the one hand, by securing the wedge seg-
ments by means of the edges of openings formed thereon and
by means of end fingers of a spring acting on the wedge
segments and, on the other hand, by cooperating with one of
the fitting parts by means of latching lugs configured thereon.

When stamping the gear ring, an outwardly facing counter
toothed portion is produced on the reverse side thereof. The
separate configuration of the toothed portion from the gear
ring permits an adaptation of the geometries of the locking
element and toothed portion which saves on constructional
space.

The locking element preferably has an annular shape, for
example consisting of two curves, and is preferably located
on an overlap of a sliding bearing bushing, by means of which
the first fitting part receives the eccentric. Corresponding
spring arms ensure a non-positive connection. Optionally,
guide portions may be provided which improve the mounting
on the overlap. A one-piece configuration made of spring
steel permits a simple integration of the features of the lock-
ing element. For the cooperation with the toothed portion of
the first fitting part, which is preferably configured as a gear
ring with radially inwardly facing teeth, locking lugs are
preferably provided, these locking lugs facing radially out-
wards. For cooperation with the eccentric, openings are pref-
erably provided, these openings penetrating the spring of the
eccentric which preferably consists of two wedge segments.
For cooperation with the drive element, support fingers are
preferably provided which the drive element is able to act
upon by means of striking.

Relative to solutions in which the locking element cooper-
ates with toothed portions on the sliding bearing bushing (DE
102007 010 078 B4) or on a collar of the receptacle lined by
the sliding bearing bushing, in the present case there is the
advantage that a larger radius of the toothed portion defines a
larger lever arm for the locking torque.

The locking element primarily serves for locking the fitting
under dynamic loads. The main component when locking is
applied by friction between the eccentric and one of the two
fitting parts, preferably the second fitting part, which prefer-
ably comprises a collar for supporting the eccentric. The
wedge segments which are preferably provided and which
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define the eccentric, serve both for locking and for producing
the rolling motion of the gearwheel and gear ring.

The use of the eccentric epicylcic gearing permits a step-
less adjustment of the inclination of the backrest. The omis-
sion of a central pinion relative to a planetary gear system
leads to the production of a wobble motion which is super-
imposed by the relative rotation of the fitting parts. The eccen-
tric epicyclic gearing may be driven manually or by motor.

The invention is described in more detail hereinafter with
reference to an exemplary embodiment shown in the draw-
ings. The various features of novelty which characterize the
invention are pointed out with particularity in the claims
annexed to and forming a part of this disclosure. For a better
understanding of the invention, its operating advantages and
specific objects attained by its uses, reference is made to the
accompanying drawings and descriptive matter in which a
preferred embodiment of the invention is illustrated.

BRIEF DESCRIPTION OF THE DRAWINGS

FIG. 1 is an exploded view of the fitting;

FIG. 2 is a partial view of the fitting without the drive
element;

FIG. 3 is a view of the drive element, spring and locking
element from the opposing direction to FIG. 2;

FIG. 4 is a partial sectional view through the fitting;

FIG. 5 is a view of the locking element;

FIG. 6 is a schematic view of a vehicle seat;

FIG. 7 is a partial sectional view with a pressed-in sliding
bearing bushing before the formation of its securing region on
the leading end;

FIG. 8 is the partial sectional view of FIG. 7 after the
formation of the securing region which is arranged in a recess
of the first fitting part;

FIG. 9 is a partial sectional view corresponding to FIG. 8
with a cutting element on the punch;

FIG. 10 is a partial sectional view with a sliding bearing
bushing, the securing region thereof being produced on the
trailing end by means of a cutting element;

FIG. 11 is a partial sectional view with a sliding bearing
bushing, the securing region thereof being pre-formed; and

FIG. 12 is a partial sectional view with a sliding bearing
bushing, the securing region thereof bearing against a front
face of the first fitting part.

DESCRIPTION OF THE PREFERRED
EMBODIMENT

A vehicle seat 1 for a motor vehicle comprises a seat part 3
and a backrest 4 which may be adjusted in its inclination
relative to the seat part 3. A drive shaft 7 is rotated for manu-
ally adjusting the inclination of the backrest 4, for example by
means of a handwheel 5, or by motor, for example by means
of an electric motor, this drive shaft being arranged horizon-
tally in the transition region between the seat part 3 and
backrest 4. On both sides of the vehicle seat 1 the drive shaft
7 engages fixedly in terms of rotation in one respective fitting
10. The drive shaft 7 defines the directional information used
of a cylinder coordinate system.

The fitting 10 comprises a first fitting part 11 and a second
fitting part 12 which may be rotated relative to one another.
The two fitting parts 11 and 12 in each case may approxi-
mately describe a circular disk shape. A clamping ring 13 is
provided for receiving axially acting forces, i.e. for holding
together the fitting parts 11 and 12. Such an attachment by
means of a clamping ring is, for example, disclosed in U.S.
Pat. No. 6,799,806 A. The preferably metal clamping ring 13
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is fixedly connected to one of the two fitting parts 11 and 12,
in the present case the first fitting part 11 in an external edge
portion, for example welded or crimped. Optionally by the
interposition of a separate sliding ring, by means of a radially
inwardly facing edge, the clamping ring 13 radially out-
wardly encompasses the other of the two fitting parts 11 and
12 which is movable relative thereto, without preventing the
relative rotation of the two fitting parts 11 and 12. In terms of
construction, the two fitting parts 11 and 12, therefore,
together form a disk-shaped unit (with the clamping ring 13).

When mounting the fitting 10, the first fitting part 11, for
example, is fixedly connected to the structure of the backrest
4, i.e. fixed to the backrest part. The second fitting part 12 is
then fixedly connected to the structure of the seat part 3, i.e.
fixed to the seat part. The associations of the fitting parts 11
and 12, however, may also be interchanged, i.e. the first fitting
part 11 could be fixed to the seat part and the second fitting
part 12 fixed to the backrest. The fitting 10 is thus located in
the flux of force between the backrest 4 and seat part 3 which
is why the two fitting parts 11 and 12 consist of metal, pref-
erably of steel.

The fitting 10 is configured as a geared fitting in which the
first fitting part 11 and the second fitting part 12 are connected
together by means of a gear unit for adjusting and securing,
more specifically by means of an eccentric epicyclic gear-
ing—which in the present case is self-locking—as for
example disclosed in DE 44 36 101 Al.

For forming the gear unit, an externally toothed gearwheel
16 is formed on the second fitting part 12 and an internally
toothed gear ring 17 is formed on the first fitting part 11, these
elements meshing together. The diameter of the tip circle of
the external toothed portion of the gearwheel 16 is smaller by
at least one tooth height than the diameter of the root circle of
the internal toothed portion of the gear ring 17. A correspond-
ing difference in the number of teeth of the gearwheel 16 and
the gear ring 17 by at least one tooth permits a rolling move-
ment of the gear ring 17 on the gearwheel 16. The formation
of'the gearwheel 16 and gear ring 17 preferably takes place by
means of a single stamping-punching process which at the
same time punches out the fitting parts 11 and 12 from their
original material. In the present case, the gearwheel 16 forms
the radial external edge of the second fitting part 12, i.e. the
second fitting part 12 terminates radially externally with the
gearwheel 16.

One ofthe two fitting parts 11 and 12 comprises a collar 19,
in the present case the second fitting part 12 concentrically to
the gearwheel 16. The collar 19 may be integrally formed as
a collar extension on this fitting part (i.e. configured in one
piece) or fastened thereon as a separate sleeve. A drive ele-
ment 21 is rotatably mounted in the collar 19 by means of a
hub 22. The drive element 21 preferably consists of plastics
material. The hub 22 of the drive element 21 is provided
centrally with a bore 23 for receiving the drive shaft 7. The
profile of the bore 23 is configured to match the profile of the
drive shaft 7, in the present case a splined shaft profile. Adja-
cent to its hub 22, the drive element 21 comprises a cover disk
25 with a greater diameter than the hub 22, formed integrally
with the hub 22.

Two wedge segments 27—with their curved internal sur-
faces—are supported on the collar 19, these wedge seg-
ments—with their curved external surfaces—bearing the
other of'the two fitting parts 11 and 12, in the present case the
first fitting part 11. To this end, a receptacle of the last men-
tioned fitting part is lined with a sliding bearing bushing 28,
preferably pressed-in fixedly in terms of rotation, against
which the external surfaces of the wedge segments 27 bear.
The terms “support” and “bear” are not intended to be limited
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to a specific direction of the flux of force through the fitting
10, as this direction depends on the mounting of'the fitting 10.

The drive element 21 comprises—radially spaced apart
from the hub 22—a drive element segment 29 gripping with
clearance between the narrow faces of the wedge segments
27, this drive element segment being configured integrally
with the cover disk 25 and the hub 22. The wedge segments
27, of which the broad sides face one another, receive in each
case an angled end finger 35a of an omega-shaped spring 35,
for example with one respective recess defined by protruding
material parts. The spring 35 acts on the wedge segments 27
in the peripheral direction, in particular in order to force them
apart, wherein the broad sides of the wedge segments 27 are
in contact with one another during operation and may act on
one another.

The drive element 21 is axially secured on the external face
of'the fitting part comprising the collar 19 by a securing ring
43, which is preferably clipped-on. On the external face of the
fitting part comprising the sliding bearing bushing 28, (in the
present case the first fitting part 11) a sealing ring 44 is
provided between the radial external edge thereof and the
cover disk 25, this sealing ring being made, for example, of
rubber or soft plastics, and being connected to the cover disk
25, in particular clipped-on.

An eccentric is defined By the wedge segments 27 (and the
spring 35), the eccentric pressing the gearwheel 16 into the
gear ring 17 at an engagement point in the extension of the
direction of the eccentricity. When driven by the (repeatedly)
rotating drive shaft 7, a torque is initially transmitted to the
drive element 21 and by means of the drive element segment
29 then transmitted to the eccentric thus defined, which slides
along the sliding bearing bushing 28 by the displacement of
the direction of the eccentricity and thus by displacement of
the point of engagement of the gearwheel 16 in the gear ring
17, which constitutes a wobble rolling motion, i.e. as a rela-
tive rotation with superimposed wobble motion. The inclina-
tion of the backrest 4 is, as a result, able to be adjusted
steplessly between several positions of use.

For improving the dynamic operating behavior a locking
spring 51 is provided as a further locking element, as is
disclosed for example in DE 195 48 809 C1. The locking
spring 51 in the present case is configured in one piece from
spring steel.

The substantially annular locking spring 51 comprises a
basic curve 51a which is arranged in a plane parallel to the
first fitting part 11 and a bearing curve 515 which is arranged
in a plane offset to the basic curve 51a and is adjacent to the
basic curve 51a on both sides by means of one respective
angled portion, forming the annular shape. Two spring arms
51c¢ face one another with their free ends and are integrally
formed on the basic curve 51a with the ends remote from one
another. Whilst the basic curve 51a and the bearing curve 515
are largely located inside these two planes in the peripheral
and radial direction, the two spring arms 51c¢ extend in the
axial direction between these two planes. Optionally two
bent-back, cylindrically curved guide portions 514 protrude
from the basic curve 514, these guide portions also extending
in the axial direction between these two planes. Finally, the
locking spring 51 also comprises further locking lugs 51e
which protrude radially (outward) from the basic curve 51a,
two support fingers 51 which axially protrude from the basic
curve 51a (or alternatively from the bearing curve 515) and
two openings 51g which are formed in the basic curve 51a.

The sliding bearing bushing 28 in the present case has a
greater axial dimension than the receptacle lined thereby, so
that in the axial direction it protrudes over the fitting part
associated therewith, i.e. in the present case the first fitting
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part 11, which defines an overlap 28a. The locking spring 51
is supported on the overlap 28a of the sliding bearing bushing
28 by, on the one hand, the bearing curve 515 and, if present,
the guide portions 51d bearing against the overlap 28a of the
sliding bearing bushing 28, and, on the other hand, on the side
radially opposing the bearing curve 515, the spring arms S1¢
being tensioned against the overlap 28a of the sliding bearing
bushing 28. The end fingers 35a of the spring 35 penetrate the
openings 51g.

The locking spring 51 cooperates with a toothed portion 55
concentric to the sliding bearing bushing 28 and arranged
radially outside the sliding bearing bushing, on the first fitting
part 11, the teeth thereof facing radially inward, i.e. this
toothed portion being configured as a further gear ring, in the
present case on the reverse face of the gear ring 17 and
concentrically thereto. The locking spring 51 locks the wedge
segments 27 in the non-driven state of the fitting 10, by the
locking lugs being in engagement with the toothed portion 55.
A movement of the wedge segments 27 is prevented by the
bearing of the end fingers 35a of the spring 35 against the
edges of the respective openings 51g. As the openings 51g are
larger than the cross section of the end fingers 354, the bearing
only takes place after a slight movement of at least one of the
wedge segments 27—dependent on the tolerances—i.e. after
a slight rotation of the eccentric.

The locking spring 51 is released by the drive element 21
being driven, by the drive element coming to bear against one
of the support fingers 51f, by means of a control cam 25a,
which is preferably configured on the cover disk 25, wherein
one respective control cam 25a¢ and support finger 51f are
provided for each rotational direction. When the drive ele-
ment 21 acts on the support finger 51f; it starts to pull the
locking lugs 51e out of the toothed portion 55, and namely
radially inward. The locking spring 51, rotatably mounted on
the sliding bearing bushing 28, then rotates with the drive
element 21. The edges of the openings 51g remote from one
another extend obliquely to the radial direction. As soon as
the trailing end finger 35a comes to bear against the trailing
oblique edge of the associated opening 51g, the region of the
locking spring 51 moves with the locking lugs 51e, i.e. the
basic curve 51a moves further radially inward. The locking
lugs 51e and the toothed portion 55 then completely come out
of engagement. At the same time, or subsequently, the drive
element segment 29 comes to bear against the trailing wedge
segment of the two wedge segments 27, whereupon the
eccentric starts to rotate (revolve). If the drive element 21 is
stopped, the spring arms 51¢ again bring the locking lugs 51e
into engagement with the toothed portion 55, so that the
wedge segments 27 are again locked.

On the end remote from the overlap 28a the sliding bearing
bushing 28 comprises a radially protruding securing region
28b which acts as axial securing against displacement of the
sliding bearing bushing 28 in the axial direction away from
the second fitting part 12. In the axial direction toward the
second fitting part 12, the second fitting part acts as axial
securing against displacement of the sliding bearing bushing
28. For introducing the sliding bearing bushing 28 into the
receptacle of the first fitting part 11, in a first step the first
fitting part 11 is positioned on a holder H of a tool and
pre-centered and the sliding bearing bushing 28 is positioned
on a mandrel D of the tool. In a second step, by a relative
movement of the mandrel D and holder H (receiving the first
fitting part 11), the sliding bearing bushing 28 is pressed into
the receptacle of the first fitting part. In the context of an
interference fit, the external dimension of the sliding bearing
bushing 28 is selected to be the same or preferably (for tol-
erance compensation) slightly larger than the internal dimen-
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sion of the receptacle of the first fitting part 11, so that the
interference fit assists with the axial securing. The material of
the first fitting part 11, due to a previously carried out hard-
ening process, is preferably harder than the material of the
sliding bearing bushing 28. Possible excess material, which is
displaced due to the differences in dimensions during the
pressing-in operation, collects on the trailing end of the slid-
ing bearing bushing 28—~relative to the movement of the
mandrel D.

There are several options in order to create the securing
region 28b. In this case, the securing region 285 which has
been created may be arranged in an annular recess 115 of the
first fitting part 11 around the receptacle for the sliding bear-
ing bushing 28 (FIGS. 8,9, 10, 11) or it may bear on the front
face of the first fitting part 11 (FIG. 12) i.e. protrude axially.

The securing region 285 may be formed on the leading end
of' the sliding bearing bushing 28—relative to the movement
of'the mandrel D. To this end, in the aforementioned first step
the first fitting part 11 is clamped between the holder H and a
counter holder G. In the aforementioned second step, the
sliding bearing bushing 28 is pressed-in sufficiently far that
the overlap 28a is produced on the trailing end and a further
overlap is produced (FIG. 7) on the leading end. The material
of the further overlap is then shaped in a third step, by being
forced radially outward, for example by means of a punch S,
which is provided instead of the counter holder G and moved
relative to the mandrel D, whilst the holder H and the mandrel
D remain immobile relative to one another. The securing
region 286 (FIG. 8) is produced by the shaping process.
Preferably a cutting element E is formed on the punch S (FIG.
9). The cutting element E circulates at least partially in the
peripheral direction and namely spaced apart from the man-
drel D. The cutting element E simplifies the formation of the
securing region 285, by cutting into the sliding bearing bush-
ing 28 and material being forced radially outward by means of
its oblique surface.

Alternatively, the securing region 285 may be formed on
the trailing end of the sliding bearing bushing 28—relative to
the movement of the mandrel D. Relative to the holder H, the
mandrel D moves in the opposing direction to the direction
shown in FIG. 7. In this case, two variants are possible. In one
variant (FIG. 10) the securing region 286 is formed subse-
quently. The sliding bearing bushing 28 in the aforemen-
tioned second step is pressed-in sufficiently far by means of
the mandrel D that the overlap 28« is produced on the leading
end and a further overlap is produced on the trailing end. The
second step ends, for example, when the overlap 28a comes to
bear against the holder H, so that the movement of the sliding
bearing bushing 28 is terminated. The material of the further
overlap on the trailing end is then shaped in a third step (which
seamlessly adjoins the second step), by being forced radially
outward, so that the securing region 285 is produced. Prefer-
ably, the mandrel D continues its movement, but the holder H
supports the sliding bearing bushing 28. A shaped contour is
formed on the mandrel D, preferably a cutting element E
(FIG. 10). Corresponding to the embodiment of FIG. 9, the
cutting element E circulates at least partially in the peripheral
direction. The cutting element E cuts into the sliding bearing
bushing 28 and forces material radially outward by means of
its oblique surface, in order to form the securing region 285.
The annular recess 115 may serve as a counter punch. In
modifications, the securing region 285 is formed by means of
a separate punch, an eccentricity, wobble riveting, or the like.
The different disclosed steps may also be combined to form
one or more steps.
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In the other variant (FIGS. 11, 12) the securing region 285
is already pre-formed or completely formed before being
pressed into the sliding bearing bushing 28. Provided the
securing region 285 is only pre-formed before the pressing-in
operation, the sliding bearing bushing 28 is pressed-in, in the
second step, until the overlap 28a is produced on the leading
end and a further overlap is produced on the trailing end (FIG.
11), atleast relative to the annular recess 115. In the third step,
the material of the pre-formed securing region 286 is shaped
until it is complete, i.e. protrudes radially in the manner of a
collar. This shaping may, for example, take place as in FIG.
10, by the holder H supporting the sliding bearing bushing 28
and the mandrel D moving forward. The mandrel D in this
case comprises a shaping contour, preferably a cutting ele-
ment E. The shaping may, for example, also take place by
means of a separate punch. The annular recess 115 may serve
as a counter punch. Provided the securing region 285 is
already completely formed before the pressing-in operation,
for example as a (radially protruding) collar, the sliding bear-
ing bushing 28 in the second step is pressed-in until the
overlap 28a is produced on the leading end and the securing
region 284 reaches its end position on the trailing end, i.e.
comes to rest in the annular recess 115 (end position of the
sliding bearing bushing 28 as in FIG. 8) or bears against the
front face of the first fitting part 11 (FIG. 12).

While a specific embodiment of the invention has been
shown and described in detail to illustrate the application of
the principles of the invention, it will be understood that the
invention may be embodied otherwise without departing
from such principles.

The invention claimed is:

1. A method for producing a vehicle seat fitting, the method
comprising the steps of:

a) pressing a sliding bearing bushing in an axial direction
into a receptacle of a first fitting part; wherein the
pressed-in sliding bearing bushing comprises a radially
protruding securing region; and

b) forming the securing region before or after the pressing-
in step;

wherein the securing region is completely formed on a
trailing end after the pressing-in step, by material of the
sliding bearing bushing being forced radially outward,
by means of a cutting element.

2. A method as claimed in claim 1, wherein the securing
region is arranged in a recess of the first fitting part, after the
pressing-in step.

3. A method as claimed in claim 1, wherein the securing
region bears against a front face of the first fitting part, after
the pressing-in step.

4. A method as claimed in claim 1, wherein an axial overlap
is formed on an end of the sliding bearing bushing remote
from the securing region, after the pressing-in step.

5. A method as claimed in claim 1, wherein: the pressed-in
sliding bearing bushing receives an eccentric which is sup-
ported on a second fitting part; the second fitting part is in a
geared connection with the first fitting part by means of a
gearwheel and a gear ring which mesh together; the eccentric
is driven during use in a circulating manner by a drive ele-
ment, producing a relative rolling movement of the gearwheel
and gear ring; a locking element locks the eccentric in a
non-driven state of the fitting by cooperation with a toothed
portion formed on the first fitting part and which releases the
eccentric when driven by a drive element; and the locking
element is mounted on an axial overlap of the sliding bearing
bushing.



